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CARGO BASKET BODY FABRICATION - COMMON 


/fS 
^ ' 
General 
' 
-> 
J 


These instructions apply to ail cargo basket body assemblies. Refer to the following drawings, at the current 


revision, for dimensions and détails: 


Bell 206L/407 - 
Right side only 
69811, Revision 3-Standard Low Mounted Basket 
94511, Revision 0- 
Extra-Wide Low Mounted Basket 
94611, Revision 0 - 
Extra-Wide Low Mounted Ski Basket 
76611, Revision 0- High Mounted Ski Basket 


Options 
70404, Revision 2 - 
Front end cutout - 
698 
70411, Revision 0 - 
Front end cutout - 
945/946 


Eurocopter AS350/AS355 - 
left or right 
77611, Revision 1-Short Basket 
76411, Revision 3 - 
Médium Basket (left or right) 
78411, Revision 2 - 
Long Basket 
94011, Revision 0- 
Extra Large (ski) Basket 
Options 
70406, Revision 2 - 
Front end cutout - 
764/776/784/940 


Robinson R44 - 
left or right 
90611, Revision 0-Standard Basket (left or right) 


Bell 206B - 
right side only 
80211, Revision 0 - 
Short Basket 
80311, Revision 0-Médium Basket 
81111, Revision 0 - 
Long Basket 
Options 
70406, Revision 2 - 
Front end cutout - 
802/803/811 


Bell 429 - 
right or left 
95911, Revision 0-Standard Basket 


Bell Médium - 
left or right 


75111, Revision 0-Standard Basket 
95511, Revision 0 - 
Extra Large (ski) Basket 


Options 
70407, Revision 1 - 
Front end cutout - 
751 
704, Revision - 
Front end cutout - 
955 


MD600 
82811, Revision 0-Standard Basket 


Options - 
Applicable to ail models 
70403, Revision 5 - 
Auxiliary Latch 
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CARGO BASKET BODY FABRICATION - COMMON 
Complété 


_ 
f 
■ ^•9 
(initial or SCA #) 
WorkOrder: 
JùM ^16 


Date Open: 
fi 5ep W 


1. Rim Assembly - Basket Body 
«k_ 
a. Cut and fit 
x 0.035 material to fit rim jig. 
i. 
1 or 2 lid prop bushing holes in short tube - refer to drawing 


b. Record material PO on attached material list. 


G. 
Remove writing on tubes with acetone and scotch bright. 
d. For extra large baskets - drill #30 (0.129) vent holes to vent stringer tubes into rims. 
e. SA611 (206L/407 XL ski) only - drill for 4 threaded bushings before assembling rim. 


2. Weld Rim Assembly. 


a. Record welding rod PO on attached material list. 
b. 94611 (206L/407XL ski) only - weld 4 threaded bushings into inboard rim tube. 


3. Inspection 
AOV, 


a. 
Rim for complété welds 


4. Frameassembly-body 


a. 
General 
i. Vent holes shall be #30 (0.129), and located inside the structure wherever possible to 
allow venting of weld gasses through existing holes (i.e. lid prop bushing, hoops, etc.) 
b. Grind corner welds from step 2 on rim to allow hoops to sit flat. 


c. 
Pull required hoops from stock - standard, attachment, handie. 
i. If hoops are not in stock see detailed procédure sheet for spécifie hoop fabrication. 
ii. Ensure vent hole is located at centre of tube to vent spine tubes. 
d. Assemble hoops with attachment lug locating jig and hoop spacing jig. 
i. Ensure correct order and orientation of hoops. Refer to drawing. 


1. Attachment lugs are on inboard side. 
2. Handie bracket bushings are on outboard side, second hoop from both ends. 
May be on attachment hoops. 
ii. Run 3/8-24 tap into attachment lugs to ensure clear threads. 
iii. Boit attachment lug locating jig to attachment hoops with 3/8-24 bolts. 
iv. Attach inboard and outboard hoop spacing jigs to ail hoops using 1" C-clamps. Raise jigs 
approximately 2" off table to allow room to weld around hoops. 


V. Attach bottom (spine) jig to ail hoops using 1" C-clamps along the centre line of the 
basket. Ensure jig is straight prior to tightening ail clamps. 
e. Cut Yi" X 0.035 material to fit spine jig. 
f. 
Cut Yz" X 0.035 material for strut to fit from lower inboard attachment to upper outboard rim. 
i. Refer to applicable drawing for position, not required on some baskets. 


g. Option: Cut Yz" x 0.035 material for front end cutout. Record material PO on attached material 


list. 
h. 90611 (R44) only: Cut Yz" x 0.035 material to fit front end structure. Record material PO on 


attached material list. 
i. 
Drill vent holes into attachment hoop and/or rim to vent strut(s) and front end cutout. 
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CARGO BASKET BODY FABRICATION - COMMON 
Complété 


(initial or SCA #) 


j. Record hoop WOs and material POs on attached material list. 


k. Remove writing on tubes with acetone and scotch bright. 


I. 
Insert rim assembly into jig and set frame assembly onto rim. Ensure correct orientation of lid 
prop bushings in rim to frame. Bushing hole must be doser to attachment side. 
m. Align hoops to rim in accordance with drawing. General positions: 


i. Extra large baskets 


1. inboard side of hoops (attachment side) aligns to OUTSIDE of rim 


2. outboard side of hoops (handie side) aligns to INSIDE of rim 


3. forward and aft hoops align to INSIDE of rim 


ii. Ail other baskets 


1. inboard side of hoops (attachment side) aligns to INSIDE of rim 


2. outboard side of hoops (handie side) aligns to INSIDE of rim 


3. forward and aft hoops align to INSIDE of rim, except R44 


5. TIG weld frame to rim assembly. 
a. Ensure lug locating jig and hoop locating jigs are in place. Jigs must remain in place for as long 
as practical during welding. 


b. Strut tubes and front end cutout (see step 4.f. and g.) must be welded in place after the hoops 
are welded to the rim. Jig(s) must be in place prior to welding strut tubes. 


c. Robinson R44 (90611) requires fitting and welding of forward end after remainder of basket 
frame is welded. Use jig to support front hoop. 


d. Record welding rod PO on attached material list. 


6. Inspection 


a. Frame assembly for complété welds. 


7. Mesh assembly. 


a. Pull sheet of expanded mesh from stock. Record material PO on attached material list. 


b. Cut mesh to size for body. 


c. Remove surface rust with scotch-brite. 


d. Bend body mesh - 
use table with bend markings on top. Lock wheels on table. 


i. For extra wide baskets only - 


1. Set %" angle along edge of table under mesh sheet. Set 1.5" square tube on top 
of mesh aligned with angle on edge of table. Clamp in place with 6" C-clamps. 
2. Bend upper edge of sheet just past a cell intersection to make a flange 2.5" - 
3.25" wide. Gloser to 2.5" is preferred, full cell intersection on flange side at 
bend is required. 
3. Bend down by hand as far as possible, then use a hammer to flatten the bend 


tight against the angle on the edge of the table. 


ii. Using markings on table, align sheet to indicated edge. 


iii. Using markings on table, align 3" tube to required position and clamp tube in place. 


iv. Bend mesh by hand tightiy over tube along length of tube. 
V. Keeping mesh in place, un-clamp 3" tube, move to other position and clamp tube in 


place. 


vi. Bend mesh by hand tightiy over tube along length of tube. 


e. Install attachment lug jig onto basket frame. 
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CARGO BASKET BODY FABRICATION - COMMON 
Complété 


(initial or SCA #) 
f. Ensure end struts are welded in basket frame if required by the drawing. 


g. Insert mesh into basket. 


i. General 


1. Some cells may interfère with correct positioning, especially at the upper corners 
and around struts. Bend cell(s) in as required, do not eut cells off. 
2. Ideally welds will be located on mesh intersections. Shift mesh if possible to 


minimize welds located off mesh intersections. 
3. Ensure mesh reaches ail edges of basket BEFORE trimming. Regardiess of 


progress in clamping, remove clamps and shift mesh if required. 
4. Ensure cleco clamps are placed from the inside of the basket to allow removal 
during welding. Cleco clamps may be used from the outside during fitting, but 
must be removed priorto welding. 


ii. Extra large baskets only - 
seat corner of mesh with flange into inboard upper corner of 
frame. Use C-clamps on edge of flange as required to maintain tight fit. 


iii. Starting at inboard top edge of basket, clamp mesh to hoop near top rim using cleco 
clamps onto hoops. For regular size baskets, edge of mesh should sit approximately half 
way up rim tube. 


iv. Working down the inboard side, clamp mesh to hoops with cleco clamps. Clamp down 


into radius of hoop and continue clamping as required to maintain tight fit in corner of 
hoop. After the corners are tight, two clamps just onto the radius on both ends should 
be sufficient to hold the corner tight, remove ail extra clamps. 


V. Clamp mesh to spine in at least 1 place per section. 


vi. Working up the outboard side, clamp the mesh into the radius of hoop and continue 
clamping as required to maintain tight fit in corner of hoop. After the corners are tight, 
2 clamps just onto the radius on both ends should be sufficient to hold the corner tight, 
remove ail extra clamps. 


vil. Trim upper outboard edge of mesh if required, edge of mesh must be low enough on 
rim tube to prevent the weld from protruding above the edge of the rim. Some sheets 
are tapered and may require >2 to 1 cell to be removed over some or ail of the length of 
the basket. De-burr eut edges with a sanding dise on a die-grinder. Straighten eut cells 
with duck-bill pliers. Clamp mesh near upper edge to hoops with cleco clamps after 


trimming. 


viii. Trim ends to land on hoops, at mesh intersections if possible. 


h. Cut mesh to fit ends. Record material PO on attached material list. 


Remove surface rust with scotch-brite. 
Ensure mesh is cut at intersections where possible. 


iii. Bend top edge of mesh 1/8"-3/16" down at 45 degrees 


iv. Cut for front end cutout if required. 
90611 (R44) only: Cut mesh to fit upper forward end. Record material PO on attached material 


list. 


i. Remove surface rust with scotch-brite. 


ii. Ensure mesh is cut at intersections where possible. 


iii. Bend top edge of mesh 1/4" down at 60 degrees. 


iv. Fit mesh to front end of basket. 
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CARGO BASKET BODY FABRICATION - COMMON 
Complété 


(initial or SCA #) 
8. Weld mesh to frame assembly par drawing. 
Ab~0^ 


a. Ensure lug locating jig is in place prier to welding. 


b. General welding requirements for ail baskets, MIG welding; 


i. Every intersection at top edges. 


ii. Every intersection at ends. 


iii. First 5 intersections down on hoops, then every second intersection. 


iv. Every intersection along spine. 


V. Extra large baskets - 
every intersection along corner. 


vi. Every intersection around ends 


vii. Every intersection along struts (if applicable) 


c. Bend and trim cells bent in to fit mesh as required and weld in position. 


d. Ghnd high spots off body mesh welds on ends before welding end mesh. 


e. 90611 (R44) only - 
weld lid prop bushing (step 9) into rim BEFORE welding upper mesh on 
forward end of basket assembly. 


f. Record welding rod PO on attached material list. 


9. Weld basket components 
a. TIG weld lid prop bushing(s), one or two par drawing. 
AD-o^ 


i. Record welding rod PO on attached material list. 


ii. Record lip prop bushing WO on attached material list. 


b. TIG weld caps to close top of 1" hoops as applicable. 


c. 94611 (Bell206L/407 XL ski) only: eut rim over cross tube gap. 


i. Cut inboard rim on aft end. Grind flush with hoops. 


ii. TIG weld caps on open tubes. 


iii. Record cap material PO on attached material list. 


d. 95911 (Bell 429) only: placard bracket to forward upper corner of basket. 


i. Record welding rod PO on attached material list. 


ii. Record placard bracket WO on attached material list. 


10. Clean up 


a. Grind high spots off mesh welds. 


b. Tighten mesh using spécial pliers. Tighten enough to remove "oil canning", where mesh springs 


in or out. Do not tighten in corners of hoops, mesh will be deformed. 


c. Drill #9 through lid prop bushing(s). De-burr hole(s). 


d. Remove surface rust with scotch-brite pad. 


11. Final Inspection 
To be completed by a différent person than the previous steps. 


a. Basket body assembly for complété welds, and required minimum mesh weld locations. 


b. Filled vent holes - 
usually on hoops 


c. Overall condition and conformity to drawing(s). 
Floops for height. 
Rim for width and length and alignment. 


iii. Lid prop lugs in correct ends. 


iv. Fore/aft strut in hoop if required by drawing. 


d. Material lists complété. 
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CARGO BASKET BODY FABRICATION - COMMON 
Complété 


(initiai or SC/^#) 
e. Tag complété basket body assembiy in préparation for powder coating. 
v 
12. Powder Coating 


a. Parts are to be powder coated white in accordance with commercial practices. 


b. Record powder coating PO. 


c. Inspect powder coating on receiving. 
d. Tag basket body assembiy and place into stock in préparation for assembiy. 
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Quantity: 


PN; 


Aircraft: 


Description: 


Supplier: 


Color; 
WO#: 


Aero Design Ltd. 
9888 A Malaspina Rd., Powell River, BC 
V8A 0G3, 604-483-AERO (2376) 


1 
76423 
Eurocopter 
Mode!: AS350 


Large Mount Hoop 
Aero Design 
N/A 
2014-29 
PO# N/A 


Quantity: 


PN: 


Aircraft; 


Description: 


Supplier: 


Color: 


WO#; 


Aero Design Ltd. 
9888 A Malaspina Rd., Powell River, BC 
V8A 0G3, 604-483-AERO (2376) 


1 


76423 
Eurocopter 
Mode!: AS350 


Large Mount Hoop 
Aero Design 
N/A 
2014-29 
PO# N/A 


I Quantity: 


(PN: 


Aircraft: 


I Description 


I Supplier: 


I Color: 


I Wd#: 


Aero Design Ltd. 
9888 A Malaspina Rd., Powell River, BC 
V8A 0G3, 604-483-AERO (2376) 


1 


76421-01 
Eurocopter 
Model; AS350 
Short/Medium/Long Hoop 
Aero Design 
> 
N/A 
2014-29 
PO# N/A 


/A. 
• 


v!) 


©. 
€ 


I ^ • 


''l" 


I 


■ '"'Nf''."" ' 


! Quantity: 


PN; 


Aircraft: 


Description: 


I Supplier: 


Color: 


I Wd#: 


Aero Design Ltd. 
9888 A Malaspina Rd., Powell River, BC 
V8A 0G3, 604-483-AERO (2376) 


1 


76421-01 
Eurocopter 
Mode!: AS350 
Short/Medium/Long Hoop 
Aero Design 
N/A 
; 
2014-29 
PO# n/A 
-L. 


LovJ'' 


ii 


Quantity: 


PN: 


Aircraft: 


Description: 


Supplier; 


Coior; 
WO#: 


Aero Design Ltd. 
9888 A Malaspina Rd., Powell River, BC 
V8A 0G3, 604-483-AERO (2376) 


1 


76421-01 


Eurocopter 
Model: AS350 
Short/Medium/Long Hoop 
Aero Design 
N/A 
2014-29 
PO# N/A 


J ' 
^ ' 
ir> 


- %•'; 


puantity; 


PN; 


Aircraft: 


Description: 


Supplier: 


Color: 
WO#: 


Aero Design Ltd. 
9888 A Malaspina Rd., Powell River, BC 
V8A 0G3, 604-483-AERO (2376) 


1 


76421-01 


Eurocopter 
Mode!: AS350 
Short/Medium/Long Hoop 
Aero Design 
N/A 
2014-29 
PO# N/A 
A 


Aero Design Ltd. 
9888 A Malaspina Rd., Powell River, BC 
V8A 0G3, 604-483-AERO (2376) 


Quantity: 


PN: 


Aircraft: 


1 


76421-01 


Eurocopter 


Description: 
Short/Medium/Long Hoop 


Supplier: 
Aero Design 
N/A 
2014-29 
PO# N/A 


M 


Color: 
WO#: 


odel: AS350 ' 


Work Order: 


Date Ooened: i'? 


Material Tracking Sheet 
Eurocopter AS350 / AS355 
Long Basket Body Fabrication 


1 of2 


Ass'y Step 
Qty 


Détail 
Drawing 
Part Number 
Description 
Material 
PO/WO 


78411-01 
Basket Assembly 


Step 1 
Rim Assembly 


.2 
— 
3/4" Tube - Long Rim (93.25") 
4130 Steel, Y/ x 0.035 Sqr. Tube 
A 


.2 
— 
3/4" Tube - Short Rim (22.5") 
4130 Steel, y/ x 0.035 Sqr. Tube 


Step 2 
Weld Rim Assembly 


.AIR 
— 
Welding Rod 
ER70S-2 TIG Rod 
^ 
/4y (2C>S~ 


Step 3 
Inspection - RIm 
None 


Step 4 
Frame Assembly 


.4 
76421-01 
Hoop - standard 
4130 Steel, 
x 0.035 Sqr. Tube 


. 2 
76423-01 
Attachment hoop (aft) 
U/ott 


. 5 
1/2" Tube - spine 
4130 Steel, Yi" x 0.035 Sqr. Tube 


Step 4.g. 
70406 
70406-01 
Option: Front End Cutout 


70406-03 
1/2" Tube 
4130 Steel, Vi" x 0.035 Sqr. Tube 


70406-04 
1/2" Tube 
4130 Steel, V/ x 0.035 Sqr. Tube 


Step 5 
Weld Frame Assembly 


.AIR 
— 
Welding Rod 
ER70S-2 TIG Rod 
fû 
4^^ 
O OS' 


Step 6 
Inspection - Frame Assembly 
None 


Step 7 
Mesh Assembly 


. 1 
— 
Mesh (Body - 48" x 92.25") 
3/4-16F Expanded Mild Steel sheet 


.2 
Mesh (End -22" X 17") 
3/4-16F Expanded Mild Steel sheet ( 
tOÇ^ 


Step 8 
Weld Mesh 


.AIR 
— 
Welding Rod 
ER70S-6 MIG Wire 


Work Qrder: 0d\M.-73 


Date Opened: f'- ScPT 


Material Tracking Sheet 
Eurocopter AS350 / AS355 
Long Basket Body Fabrication 


2of2 


Ass'y Step 
Qty 


Détail 
Drawing 
Part Number 
Description 
Material 
PO/WO 


Step 9 
Weld Basket Components 


Step 9.a. 
.2 
49215-01 
Spacer (Lid prop) 
304 Stainless Steel, Vi" Dia. 


.AIR 
~ 
Weiding Rod 
ER308L TIG Rod 


Step 9.b. 
. 2 
Cap 
1018 Mild Steel, 0.032" Sheet 
po4^ foio 


.AIR 
~ 
Weiding Rod 
ER70S-2 TIG Rod 


Step 10 
Clean Up 
None 


Step 11 
Inspection - Final Assembly 
None 


Step 12 
Powder Coating 


^ CARGO BASKET LID FABRICATION - COMMON 
9^ l4 ' 
3 


V General 
35^ L-0^(^ ^ / 


These instructions apply to ail cargo basket lid assemblies. Refer to the following drawings, at the carrent 


revision, for dimensions and détails: 


Bell 206L/407 - 
Right side only 
69812, Revision 3 - 
Standard Low Mounted Basket; Extra-Wide Low Mounted Basket 
94612, Revision 0 - 
Extra-Wide Low Mounted Ski Basket 
76612, Revision 0- High Mounted Ski Basket 


Eurocopter AS3S0/AS355 - 
left or right 
77612, Revision 1-Short Basket 
69812, Revision 3 - 
Médium Basket (left and right) 
78412, Revision 2 - 
Long Basket 
94012, Revision 0- 
Extra Large (ski) Basket 


Robinson R44 - 
left or right 
90612, Revision 0-Standard Basket (left or right) 


Bell 206B - 
right side only 
80212, Revision 0 - 
Short Basket 
80312, Revision 0-Médium Basket 
81112, Revision 0 - 
Long Basket 


Bell 429 - 
right or left 
95912, Revision 0-Standard Basket 


Bell Médium - 
left or right 
75112, Revision 0-Standard Basket 
95512, Revision 0 - 
Extra Large (ski) Basket 


MD600 
82812, Revision 0-Standard Basket 


Options 


—-is? 70405, Revision 3 - 
Walkway 
70402, Revision 1 - 
Lid Door 
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' 
CARGO BASKET LID FABRICATION 
Complété 


(initial or SCA #) 
t WorkOrder: 
-73 


Date Open: 
Styp ^(4 


1. Rim Assembly - 
Basket Lid 


a. Cut and fit %" x 0.035 material to fit rim jig, 45 degree ends. 


i. 1 or 2 lid prop bushing holes in short tube - 
refer to drawing 


b. Record material PO on attached material list. 


G. Remove writing on tubes with acetone and scotch bright. 


2. Weld Rim Assembly 


a. Record welding rod PO on attached material list. 


3. Inspection 


a. Rim for complété welds 


4. Frame assembly-Lid 


a. General 


i. Vent holes shall be #30 (0.129), and located inside the structure wherever possible to 


allow venting of weld gasses through existing holes (i.e. lid prop bushing) 


b. Insert rim from step 2 into jig. 


c. Cut and fit %" x 0.035 material, 21" long, for lid cross members. 


d. Record material PO on attached material list. 


e. Remove writing on tubes with acetone and scotch bright. 


f. 
Drill vent holes into rim to vent cross members into rim. 


g. Locate cross members in lid rim. Refertodrawingforspacingof cross members. Clamp cross 
members with C-clamps to jig. 


5. Frame assembly - 
Lid with optional walkway modification 
A^(, 


a. Fit cross members to rim in accordance with step 4. 


b. Attach walkway jig with C-clamps. Ensure correct orientation of rim, refer to drawing. 


c. Cut Vi" X 0.035 material for walkway stringers to fit between lid cross members. Record 


material PO on attached material list. 


d. Drill vent holes into cross members at walkway stingers. 


e. Align walkway stringers on walkway jig using cleco clamps near both ends of each stringer, and 
clamp stringer to jig using a C-clamp in the centre. 


6. Weld frame assembly. 


a. Record welding rod PO on attached material list. 


b. Jigs must remain in place for as long as practical during welding. 


7. Inspection 


a. Frame assembly for complété welds. 
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CARGO BASKET LID FABRICATION 
Complété 


(initial or SCA #) 
8. Mesh assembly. 
Note; 95912 (Bell 429) does not have mesh. Skip to step 10. 


a. Pull sheet of expanded mesh from stock. Record material PO on attached material list. 


b. Cut mesh to size for lid. 


c. Remove surface rust with scotch-brite. 


d. Ensure lid is prepared for mesh on the correct side. 


9. Weld mesh to frame assembly per drawing. 
êtof 


a. General welding requirements for ail lids: 


i. Every intersection on ail edges. 


il. First 5 intersections along cross members, then every second intersection. 


b. MIG weld both short sides. 


c. Clamp lid over spacer at centre of lid to pre-tension mesh. 


i. y*" for lids under 76" 


ii. 1" (check) for lids over 76" 


d. Weld remainder of mesh as indicated in a. 


e. Record welding rod PO on attached material list. 


10. Weld lid components. 
/iD'O^ 


a. Handie brackets, locate in accordance with drawing. 


i. Standard location: 
outside of last cross member on both ends. 


ii. Record handie bracket WO and welding rod PO on attached material list. 


b. Lid prop bushing(s). 


i. one or two in accordance with drawing. 


ii. Record lip prop bushing WO and welding rod PO on attached material list. 


c. Placard bracket. - 
not installed on 95912 (Bell 429) 


i. Locate on cross member to set bracket in centre bay of lid. 


ii. Record placard bracket WO and welding rod PO on attached material list. 


11. Clean up 


a. Grind high spots off mesh welds. 


b. Tighten mesh using spécial pliers. Tighten enough to remove "oil canning", where mesh springs 


in or out. 


c. Straighten lid using frame attached under welding table. Work carefully, avoid excessive force 
to prevent kinking rim tubes. 


d. Drill #9 through lid prop bushing(s). De-burr hole(s). 


e. Drill for lid bumpers using 1/4" (#3) centre drill. 


i. 3 places for lids under 76" 


ii. 4 places for lids over 76" 


f. Remove surface rust with scotch-brite pad. 


12. Final Inspection 
To be completed by a différent person than the previous steps. 


a. Basket lid assembly for complété welds, and required minimum mesh weld locations. 


b. Material lists complété. 


c. Overall condition and conformity to drawing(s). 
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Complété 


(initiai or 
#) 
13. Powder Coating 
a. Parts are to be powder coated white in accordance with commercial practices. 


b. Record powder coating PO. 


c. Inspect powder coating on receiving. 
d. Tag lid assembly and place into stock in préparation for assembly. 
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Work Order: 


Date Qpened: 


Matériel Tracking Sheet 
Eurocopter AS350 / AS355 
Long Lid Fabrication 


1 of2 


Ass'y Step 
Qty 


Détail 
Drawing 
Part Number 
Description 
Matériel 
PO/WO 


78412-01 
Lid Assembly 


Step 1 
Rim Assembly 


. 2 
— 
3/4" Tube - Long Rim (93.25") 
4130 Steel, 
X 0.035 Sqr. Tube 


. 2 
— 
3/4" Tube - Short Rim (22.5") 
4130 Steel, y4" x 0.035 Sqr. Tube 


Step 2 
Weld Rim Assembly 


AIR 
— 
Welding Rod 
ER70S-2 TIG Rod 
fP 
N O C'y 


Step 3 
Inspection - Rim 
None 


Step 4 
Frame Assembly 


.4 
— 
3/4" Tube - Cross Member (21") 
4130 Steel, %" x 0.035 Sqr. Tube 


Step 5 
70405 
Option: Frame Assembly - w/ï/? walkway 


. 8 
— 
1/2" Tube - walkway 
4130 Steel, Vi' x 0.035 Sqr. Tube 
V HM 


Step 6 
H/e/d Frame Assembly 


. A/R 
— 
Welding Rod 
ER70S-2 TIG Rod 
P04f:/^ OO'^ 


Step 7 
Inspection - Frame Assembly 
None 


Step 8 
Mesh Assembly 


. 1 
— 
Mesh (lid - 92.5" x 22") 
3/4-16F Expanded Mild Steel sheet 


Step 9 
Weld Mesh 


. A/R 
— 
Welding Rod 
ER70S-6 MIG Wire 
(PC?# 


Work Order: 9^H''73 


Date Qpened: 


Material Tracking Sheet 
Eurocopter AS350 / AS355 
Long Lid Fabrication 


2of2 


Ass'y Step 
Qty 


Détail 
Drawing 
Part Number 
Description 
Material 
PO/WO 


Step 10 
We/d Lid Components 


. 1 
84262 
84262-01 
Upper Handie Bracket Assembly 
3 
S" 


. . 4 
36273-01 
Lid Bracket 
321 Stainless, 0.050 Sheet 


. . 2 
36275-02 
Support 
304 Stainless, 5/16" Rod 


. A/R 
— 
Welding Rod 
ER308L TIG Rod 


.2 
49216-01 
Spacer (Lid prop) 
304 Stainless, 14" Dia. 


A/R 
~ 
Welding Rod 
ER308L TIG Rod 


. 1 
36204-10 
Placard Bracket 
1018 Steel, 0.035" Sheet 
y/op- 


. A/R 
-- 
Welding Rod 
ER70S-2 TIG Rod 
(pQé- HOO^ 


Step 11 
Clean Up 


Step 12 
Inspection - Final Assembly 


Step 13 
Powder Coating 


MAitttWIlHM 


WITIALS I 
ÔÂÏË 
DESCRPIXM OF CHANGE 
■ •nM. ISSUE 


21.00 


-«^76425-01 ASS'Y) 


\STU> 
j|ij(78425-07 ASS'Y) 
SECTION C-C 


sntMc-c 
Mftil 


•0.625 
(12.63) 


f TUBE 
TAP oma 0 (0.332) 
TAP 3/8-24 UNr-2A 
0.75 OEEP 
1' TU8E 


17.13 


TAP DRU Q (0.332) 
TAP 3/8-24 UNF-2A 
0.73 DEEP 


NOTES 


REMOIS AU BURRS MIO efCAK SHARP CDGES. 
1/2 TUBE 
2. ONRl 3/92 «NT HOLE M HOOP FOR «NTMC OF MLO CASES. 


3. «GOMC OP 4130 STEEL TO BE COMPIETCO BY CTAN MCTHOO TO ANS2685C. 
«CLÛMC 400 SHAa CONrom* ro AMS QT70S-2 on EOUVAliNT. 
A MU. SLOT NTO ITEM 1* TUBE AS SHODN. CONTON END OP 1/2* TUBE 
^TO HMMI2E OAP 8ETTCCN 1* TUBE AND ITEM 1/2* TUBE. 


AOJUST SLOT OF CAP (76423-04) TO HT AS REOUIREO 
" TUBE 


Mu_sTm 
AaiNOO 
M. STOD 
1010/1020 
05 STUD 
aoa —ET 
W423-0* 0» CAP 


♦130 STEEL COWD. H 
'T-6735 
1 X ftWS SCR 
ATTACHMENT HOOP ASSQgLY 
USED ON 764iÏÏ 
76423>01 01 ATT.^ieiT HOOP ASSOif 


UAICRUL SKC 
STOCK SUE 


UST OF HAUPIALS 


APPBOVALS 
AERO DESIGN LTD 


R. RATHNCU 
eoNsuunw wobibbbs. numposT canazia approvau. au 
SOIS - 30TH AVBfUE NX. CAUMIY. AlBOTA. CANADA. TM 
ATTACHMENT HOOP ASSEMBLY 


SCA1£ 1 
AS350 êt AS355 SERIES 
QUICK RELCASE CARGO BASKET 
ATTACHMENT HOOP ASSEMBLY 


UNLESS OTTCRMSE SPECrCO 
DMCNSIÛNS ME M mCHC& 


TOLERANCES OH: 
DCCMALS 
ANGLES 
XXXX ±0.010 
±1Â* 
XJCX 
10.03 
±0.1 
^UTTACHMENT HOOP ASSEMBLY (USED ON 78411) 
SCALE 
AU FEATURES SMLAR TO 76429-01 EXC^T SIUOS. SCE SCCTKM C-C 


SCM£ 1 
: 
1 
76423 


I Ms SRAM coiîMe nrcMuToi «e mu •«< a mrmtm « «cm tocM i* m 
c» «n *<ina> mk». mt ler I ttmSSS 
csm. ot UMuifi « un «iMMX. «M u«D ro) HMTiicnMC anon M «nu oMUi « A 
~ 
ipBPtt. te iCTon uMn n) wou> <flp traw tnx wwtfg fUMHw la a» wawc. g ng w 
^V.l 
IkSCSIPTlON OF CHANCE 


(12.63) 


R4.00 


NOTES 


1. REMONC Aa 8URRS ANO SREAK SHARP EOOES 


7. HOOP P/N SOSIO-01 IS USED AS A OHECT REPLACEMENT FOR HOOP P/N 7ft42l-01. 
OLERMJ. HCIGH 16 REOUCCD BY 
M. THCRC ME NO OTHER OANCES. 
HOOP P/N 50510-01 >S USEO ON BASKET S/N TBAOI-Ol, 76*01-0?. 76*01-01. 77001-01, 77002-01 «fl v 


(OÎ) HOOP 
viy sc*a 1 : 1 


76*ai-Q1 01 HOOP 
*130 STEP. CONO. N 


MATtRiAL SPEC 
as X ao35 SQR tube 


UST or MATERIALS 


a RATHMEU 


E. BURCON 


UNLESS 0THER1MSE SPEOFCD 
DIMENSHWS ARE M (NCHCS. 
TOLERANCES ON: 
DEOMALS 
ANGLES 
X.XXX ±0.010 
±1/2" 
X.XX 
±0.03 
X.X 
±0.1 


AERO DESIGN LTD. 
C0K9ULTWC CKCHNCDiS. TRANSPORT CANADA APPMVAIB. DAR BBOM 
2019 - 38TH AVBKUI N.B.. CALCARY. ALBERTA. CANADA. T2S OR? 
iM; («0» aao-«an 
lu. i 


EUROCOPTER AS350 4c AS355 SERIES 
QUICK RELEASE CARGO BASKET 
HOOP 


SHEET 1 Of 1 
Al 
76421 


aasseriFTsrierrfWwwnraeimi-wearïraneeriiCTwer 


DESCWPHON OF CWWff 
HnM. 
ISSUE 
WAMOED HANOU CONhOMAItON. «MOVO ALfËANAIE BA^ŒT 
27 JAN U) 


mu. 
m||L(MU f2l (O tSO) 
nncAL r 
pitc» 
lAST 
BOTH CNDS 


ccHW n cotm on ues «o nriMos 


OH t* AtTAOaerT HOOP 


DETAIL A 


SCAIE 1 
rmCAL ntoNT ma 


M01E 


I. AU. OWBOKm SHONN ARC FQR RErtimut ONLY. 0MEN90NS QF CCHNOMOnt 
AM) C0WPl£7E ASSEMBIY AK DCTDMMCD M PRCWOUS STEK. 
@ 
CARGO BASKET ASSEMBLY 


lUiaao-ie 
4ocei-i4i 
Ifittmo 
Oau. 0-28 NTO UD. 
auMta. raoN ic»{09 
} 
NXtS HK 
S-08 
OOWT WVCf 


MOIS ffàuSTWS 
40a0S-14 Qg BUMROl 


H/W«£ BA* NCTMiÂTiÔW 
HAMO MNGE 
M 
LOWO 


lA^^V 


:aROO 8MKCT ASSEMIY 
MA>OUUU P£RMtSSI8LE LOAD 
250 LBS/113 KG 
Ago peacw LTD. 
or HATEmALS 
AERO DESIGN LTD. 
BA9CC00C 
DASH MX fO* OIMCISi 
«F. NAS SU 
HEM> NEAN SK 
F-NTO. HCAO rut SPC 
R. RATHWCU 
t» FEB 08 
CÛNSULSTNO DtSDBSa. mmPOBT CANADA APPBOTALS. 
8018 - 80TB ATCROX NX. CAICANT. AUBRA. CANADA. 


OASt ND FOR UN6W 
trar*# OF sHsis 
UNUSS OTHCMtSE SPCCTCO 
OMCNSNMS ARE M MCHES. 
rOLERAWCES ON: 
OCCatALS 
ANGUS 
xxxx ±0.010 
±1/2* 
ma ±0.03 
±0.t 


EUROCOPTER ASJSO & AS355 SERIES 
OUia< RELEASC SKI BASKET 
BASKET ASSEMBLY 
' 
fSi. 
5sra 
DETAIL C 
BASK OQKS: 
, 
aJ»NS2(H70At) -+- 
ISTAU HE» «CT 
BB-MS20A2SA0 
I /ts 
ARM-CM2I3 
-f*^ 
BUMPER INSTALLATION 
SCAIE I 
SCALE I 
LOOKMC AT PLACARD WACKET 
SCALE t 
78410 


MltALS 
5ÂÏË 
DCSCnPTION OF CHANGC 


CtÙNCEO ÀTTACH HO» fWM 7B423-01 TD 7ft423-07 
àSSmHMéd MAôctrr 
ftASZT 


«U> DCRY M1CR9CC 
(TVPICAL) 


MioaenoN iinn 


A(§)-<DETAIL B 
KU AU. NTERSeCIMN ON 
KM£ t 


MC« UnOMC AT NCIt SMFACC (f MOH 


1/3 (0.9) HTD ouracc or tuk 
SPACst (rrot o*) amo «lo h place 
0 
<atM) TMKU01 
EMDS 


t7.88 


«Cl0 C^XY 
CnwcAL) 


37.5Q 


M.250 - CENTRE 10 CENTRE ON LUGS 


»TTAO«gWT HOCR 
@ 
BASKET BODY ASSEMBLY 
SQUAIg TUBE 
smm 
cœ 
h 
T-47» 


?»♦«-« Ot BAMtr M)V ASttMLY 
fun NO 


LiST or UATCNALS 


NOTES: 


NCUONC ALL 8UmS AfO SREAK SHARP EOGCS 


2. PMON TO lejMNG. DRU. 3/32 <^T HOLES M ASSONBLY FOR VCN1M6 OT mO CASES. 
AERO DESIGN LTD 


R. RA1HMEU. 
25 JAN M 
«HEN ASSQALY tS OOMPLETE, FIX AU VENT HOCS MTH ftOSETTE RCLD. 


S. mOWC OF 4130 STEEL TO SE COATLETEO BY CTAW UETMOÛ TO AAS IBUC 


«ELOMG ROO 91AU CONFORM TO CR70S-2 OR EOUVALCMÎ 
MSTAU HEM e (HANOIE BRAOCT ASSEMBLY) M ACCORDANCC «TH «RO OE«GN Lia DRABMO *4202 


TYP a PLACES. 


S 1HOROUGHLY OXAN M> PORDCR COAT BASKET SUB-ASSICUES 


ma - avTB AnMus M.B.. calgaky. albota. camaoa. tbb 
Me (4ew 
c. auRoow 


UNLESS OTHCRMSE SKCrCO 
dbicnskms are m mocs. 
roLauMces on; 
OECMALS 
ANGLES 
Kjax ±0.010 
±1/2* 
K.W 
±0.03 
±0.1 


EUROCOPTER AS350 & AS355 SERIES 
QUICK RCLEASE CARGO BASKET 
BASKET BOOY ASSEMBLY 
DETAK. A 


SCALE 1 
78411 
SHSr 
1 
OF I 


RCV.I 
OCSOBPIKM OF CHANGE 
1 MTMS 
0A1C 
0 1 
NTIAL ISSUE 
1 


1 
1 
CHANCCD HMNXe Èktïllffl. hâlOlC ALTERNATE UO 
1 
djc 
2BMN10 


DETAIL C 


SCM£ 1 : 
I 


Q4-} ta ùatâ. c 


. 
}/r 
THROUai OMC 9K OM.Y 
SPACER M FUCC 
y^J BMi |B (ai«r) 
«no) mstm 
aOIH ENK 


DETAIL A 
_L 


DETAIL A 
X 
:Bz 
T 
T 
@ 
BASKET UD ASSEMBLY 


DETAIL B 
DETAIL B 


rmcM. 
oeiT 3 
OR AS PRACRCM. 


4Mie-0l 


DETAIL A 
LOOKING AT TOP 


NOTES: 


1. ttUOUt AU. BURRS «HO SICAK «AIT CtXXS 


2. «ELOMC QF 4190 Siœ. TO K 
COUnXTEO BY 6TAW ICIHOD TD AUS 2ftB9C. 
•EURNG RQO 9MU. OONFOm TD ER7a5-2 OR EQUmMXNT. 


INSTAa fTCU S (HANOLE SRACKET ASSCUeLV) M ACCQROANCC IRTH ACRO OCSiCN ITD. ORANMG 9S282 


TTP 2 nj«ss. 


4. «HEN ASSOflLY « COMPLETE. RU. Ali. VCNT H(R£S «IN ROSETTE «SLO 


5. THOROUOHLY CLEAN AMO POWER COAT BASKET SUB-ASSEMBUES PRMft TO ASSEMBLY. 


MAWDLE muacct ABSY 


BASKET UO ASSEMBLY 


4190 STEEL COMP M. 


HATEBM. 
UATESIAL SPEC 
STOCK SUE 


</« y riftYK'àSI 


UST or MATERIALS 


R. RATHMCLL 
1» FEB OB 


e. auRGON 
DETAIL B 
LOOKING AT BOTTOM 


UNLESS OTTCRWC SPECPCD 
DWENSKMS MC W MCKES. 
TOLERANCES OH; 
KCMALS 
ANGLES 
XWX fO.010 
±1/2* 
X.XX 
±0.03 
XX 
±0.1 


AERO DESIGN LTD. 
OOMBULTIRO tMCiWBBB. TTUNSPORT CAMAQA APP80TA1A DAB BSON 
BOIS - SBIH AVCNUI H±.. CALCAIT. ALBCM-A. CANADA. T8S MET 


EUROCOPTER AS350 A AS355 SERIES 
QUICK RELZASE CARGO BASKET 
BASKET UO ASSEMBLY 


SHCET 1 OF 1 


loiA Uf 


- Al 
78412 


REV. 
DESCRIPTION OF CHANGE 
INIHALS 
DATE 
0 
INITIAL ISSUE 


1 
INCREASE LOAD TO 250 LBS / 
113 KG 
BJC 
JAN 27/10 


ORILL #30 (0.129) 
4 PUCES 


NOTCS 


ENGRAVE 0.007 DEEP AS FOLLOWS: 
•QUICK RELEASE BAa<Er - 0.125 HIGH 
"EUROCOPTER AS350 & AS355 SERIES" - a080 HIGH 
"S/N 78401-XX" - 0.080 HIGH 
"MAXIMUM PERMISSIBIE LOAO' - 
0.125 HIGH 
"250 LBS/113 KG" - 0.200 HIGH 
"AERO DESIGN LTD." - 0.125 HIGH 
"CALGARY, ALBERTA, CANADA" - 0.080 HIGH 
"403-250-8027" - 
0.080 HIGH 


rtD QUICK RELEASE BASKET o 
EUR0C0P1ER AS3B0 * 
AS3S5 SEMES 
SA< 78401-01 
MAXIMUM PERMISSIBLE LOAD 
250 LBS/113 KG 


o 
AERO DESIGN LTD. 
CALQARY. ALBERTA. CANADA 
403-260-8027 


Z88 


i.25 
@ 
PUCARD 


78427-01 
01 
PUCARD 
6061-T8 ALUMINUM 
QO-A-250/11 
0.063 SHEET 


PART NO. 
ITEM 
DESCRIPTION 
MATERIAL 
MATERIAL SPEC 
STOCK SIZE 


UST OF MATERIALS 


îfi 


APPROVALS 


ORAWN: 
R. RATHWELL 


CHECKED: 
E. BURGOIN 


DATE 


18 FEB 08 


UNLESS OTHERMSE SPECIRED 
DIMENSIONS ARE IN INCHES 
TOLERANCES ON: 
DEOMALS 
ANGLES 
X.XXX ±0.010 
±1/2" 
X.XX 
±0.03 
X.X 
±0.1 


AEEO DESIGN LTD. 
CONSULTING ENGINEERS, TRAN^ORT CANADA APPROVALS, DAR 29011 
2013 - 3BTH AVENUE NJS., CALGARY, AIBERTA. CANADA, T2E ffi{7 
td: (403) 860-3087 
tas: (403) 860-8333 


EUROCOPTER AS350 Se AS355 SERIES 
QUICK RELEASE CARGO BASKET 
PLACARD 


SCALE 1 : 1 


SHEET 1 OF 1 


DWB. 9ZE 
Al 


DWB. NO. 
78427 


REV. 
1 


Aero Design 


Parts Distribution Sheet 


wo# s>oi4-n 


From PO or WO # 
Quantity 
Description 
Part Number 
For WO # 


r\ 
/ 
il 
jjO 


'— 
/ 
, 
<f XV vl 
VX-V 
/ 


Approved Manufacturing Facility 73-04 
Form 20.F.06 
Rev. Original 27 May 2013 


<£■ 


tu 


1. Approving Civil Aviation Authority/Country 


Transport Canada 


2. AUTHORIZED RELEASE CERTIFICATE 
FORM ONE 


3.Form Tracking No. 


4. Organization Name and Address 


AERO Design Ltd. - 9888A Malaspina Road, Poweli River, BC, V8A 0G3 


5. Work Order/Contract/Invoice 


WO2014-73 


6. Item 
7. Description 


Long Cargo Basket 


8. Part Number 


78410-01 


9. Qty. 


1 


10. Serial/Batch No. 


78401-53 


11. Status/Work 


New 


12. Remarks 


Modified with walkway on lid lAW DCL704; Black 


13a. Certifies that ttie items identified above were manufactured in 
confonnity to: 


13 
Approved design data and are in condition for safe opération. 


□ 
Non approved design data specified in block 12. 


~~î4ar-~CL.C^ 571.10 Maintenance Release 
^ 
□ Other reguiiîiOrt-spesifi^ in blockjl2-—^— 


Certifies that unle^^tjiefwisë'specified inbiocir~13r4bework identified in 
block ■ nand-descfibéd in block 12, bas been perforrnedTrrcompliance with 
Jb»-Gsnadian Aviation Reaulations. 
_ 
13c. Approved Organization Numtier 


AMF 73-04 


~T4tr-SigQa^e 
^ 
"14crApptgy^ OrganizationJslumtjSr' 


lia. Name 
Jeff Clarke - AD02 


13e. Date (dd/mmm/yyyy) 
27 Oct2014 
^T4dH4aiiie 
^^ ~T4er-Oatejdd/mmm/yyyy) ___-——^ 


Installer Responsibilities 
This certificate does not constitute authority to install. 
Installers working in accordance witti the national régulations of a country other than that specified in block 1 must ensure that their régulations recognize 
certifications from the country specified. 
Statements in blocks 13a or 14a do not constitute installation certification. In ail cases, the technical record for the aircraft must contain an installation 
certification issued in accordance with the applicable national régulations before the aircraft may be flown. 


